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(54) Bulky nonwoven fabric and method for producing the same 

(57) The object of the present invention is to provide 
a nonwoven fabric which is excellent in bulkiness and 
touch feeling as well as strength and dimensional stabil- 
ity and to provide a method for producing the above 
nonwoven fabric through a simple and convenient man- 
ner without employing any particular spinning device. 
The invention relates to a bulky nonwoven fabric com- 
posed of a stretched filament web which is prepared 
from either at least one layer of a stretched unidirection- 
ally arranged filament web which is composed of almost 
unidirectionally arranged long fibers being stretched 
and shrunk or a stretched crosswise laminated filament 
web made of two or more layers of the stretched unidi- 
rectionally arranged filament webs and a short f toer web 
which is entangled with said stretched filament web and 
is crimped as a result of shrinkage of the long fibers, 
and a method for producing the same. 
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Description 



BACKGROUND OF THE INVENTION 
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uJH^Zt f? 0 ". 3 bUlky nonwoven "«* and a method for manufacturing the same. More particu- 

«™ ,0 3 n ° nW0Ven <abriC havin9 excellen, slren fl tn and a <* a method for produdng the 

hav, "9 a sma "" factor than that of the former stretched filamem web to interne 

together with each other, and after that, the stretched filament web is allowed to shrink 



2. Description of Prior Art 



H . H ^P le f * agonal bulky nonwoven fabrics in which conjugate filaments or the like are used include those 

nS^SS^^T* U £T r, Ub ' iCa,i ° n N °- 4 " 24216 0992) (Sh0rt,iber nonw0ven «*** No. 2-182963 
11!^ nonwoven fabnc), No. 4-41762 (1992) (Spunbonded nonwoven fabric). No. 4-316608 (1992) 

(Spunbonded nonwoven fabric), and a prior art filed by the present inventors. PCT Publication WO 96/1 7121 

However, in order to produce these conventional bulky nonwoven fabrics, a spinning die provided with expensive 

Sit: mixed spinnin9 dies are required - ,n addHion - at ieast ** •* °< e ^ *oS5 

so that he cost for the apparatus ,s expensive. Furthermore, because the structure of nozzles is complicated reZwfch 

*J r aP °L yme,S r d ° ne ' aM0Wable ra " 9e * 0pera,in9 condi,ions is na(TOW 80 <"« <he productivity is lot h 
,5 £££ TiSTe. ^ ' S 8 dHfiCUlty maimenanCe ^ CheCWn9 UP ° f «"* m "« tote 
The nonwoven fabric is inexpensive and it has softness or bulkiness (low bulk density), which are different from 
woven fabncs. So that, the utilities of nonwoven fabric is being expanded in a variety of fields 

Meanwhile, the strength of nonwoven fabric is lower than that of woven fabric and the basis weight of the former is 

n^2! ^ !^J" TT fabnCl il is in,ended t0 im P rove ,ne ""'kiness of nonwoven fabric product with uti- 
lizing the technique of the above described conjugate method. 

Since the nonwoven fabric must be inexpensive and the applications thereof extend over a wide range it is required 

lr^ C M n0nW0Ve ? fab ^ th !° U9h 3 Pr0dUCti ° n meth0d ""** is surtable for P^udhfl a wide variety of small-lot 
? n i ^ f T r l! 5 drf " CUlt t0 Pr0dUCe 8 n0nwWen fe bric having both sufficient strength and bulkiness in conven- 
SI.ITSf 8 ' ITT' ,h6re are disadvanta 9 es in a inwoven fabric of excellembulkiness is Screen- 
s,onal stab.l,ty and the d.mension of fabric is easily changed with small tension, so that its configuration Z jJET 

fnXT" U , m Y and d ! mensional stabili * « is also to improve the characteristic features of bulW- 

^ ^ n °' hT' rt BdesiraUeth£rt manufacturing method is suitable for the economical advantage 

tiiS ^ !° nand als0 SUrtable fcr Pf0ducin9 a varie, y <*™*** P™*** In this respect, the above-men- 
tioned method employing complicated equipment for the conjugate spinning or for mixed spinning is not suitable in view 
of h,gher cost and ^.applicability to the production of many kinds of products of small quantities 



BRIEF SUMMARY OF THE INVENTION 



™ni? 2It? re T 6 dlsadva " ta 9 es involva ° ^ conventional nonwoven fabrics such as low strength, poordimen- 

Zit^^^T 85 ' n baSiS Wei9ht ,he present inven,ors made tensive inventions, in whichnonwoven 

fabrics were stretched, or they were optionally laminated as disclosed in Japanese Patent Publication No. 

(1991 , Japanese Patent Laid-open Publication No. 2-269859 (1990) and No. 2-242960 (1990). Furthermore the inven- 

rsrchS 

invenfc^mTh T* 0 " '* "H ***** by impr0Vin9 and deveto e in 9 ,urther * a a bove described prior 

invention made by the present inventors. It is, therefore, an object of the invention to provide a nonwoven fabric which 
has excellent strength and dimensional stability, improved bulkiness and touch feeling. In ■JZT^ESS 

EErE" ? t0 P :° Vkle 8 * *• nonwoven fabric described abTevS the 

tied means without employing any particular spinning equipment. 

As a result of the investigation tor solving the above-mentioned problems, it has been found that a shor fiber web 

=3 a neat shrinkage factor is laminated or laid down together with a stretched filament web prepared by 

stretching a nonwoven fabnc made of long fibers spun from a thermoplastic resin to intertwine together with each other 
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and then, the obtained intertwined material is heat-treated to shrink the long fibers of the above stretched nonwoven 
fabric and is applied with crimping to the short fibers of the aforesaid short fiber web, whereby a nonwoven fabric being 
excellent in bulkiness, touch feeling, and appearance is obtained. Thus the present invention has been accomplished. 
More specifically, the present invention relates to a bulky nonwoven fabric which is composed of a unidirectionally 

5 arranged stretched filament web or a transversely laminated stretched filament web and a short fiber web. The unidi- 
rectionally arranged stretched filament web is prepared from at least one layer of long fibers which are shrunk after 
stretching and arranged almost in one direction. The transversely laminated stretched filament web is made by trans- 
versely laminating two or more layers of the unidirectionally arranged stretched nonwoven fabric. The short f toer web rs 
intertwined with the aforesaid stretched filament web and crimped as a result of the shrinkage of the aforesaid long fto- 

w ers. The bulky nonwoven fabric of the present invention is further characterized in that the stretching ratio of the above 
unidirectionally arranged stretched nonwoven fabric is 3 to 20, an average fineness of f bers is 0.01 to 10 denier, and a 
basis weight is 1 to 80 g/m 2 . 

Furthermore, the present invention relates to a bulky nonwoven fabric which is composed of a unidirectionally 
arranged stretched nonwoven fabric or a transversely laminated stretched nonwoven fabric and a short f toer web which 

is is made of natural fibers, regenerated cellulose fibers or synthetic fibers. The unidirectionally arranged stretched non- 
woven fabric is prepared from at least one layer of long fibers which are spun from a thermoplastic resin and arranged 
almost in one direction and the transversely laminated stretched nonwoven fabric is made by transverse laminating two 
or more layers of the unidirectionally arranged stretched nonwoven fabric. The short fiber web is intertwined with the 
aforesaid stretched nonwoven fabric and crimped as a result of the heat treatment of the aforesaid long fibers. 

20 Moreover, the present invention relates to a method for manufacturing a bulky nonwoven fabric which method is 
characterized by the steps of laminating a short fber web to a stretched filament web selected from either of at least 
one layer of a stretched unidirectionally arranged filament web wherein stretched long fibers are substantially unidirec- 
tionally arranged or a transversely laminated stretched filament web produced by laminating two or more of the above 
stretched unidirectionally arranged filament webs so that the axes of the fiber arrangement are intersected with each 

25 other, to intertwine the short fiber web with the stretched filament web, and then heat-treating the nonwoven fabrics to 
cause the shrinkage of the long fibers of the stretched filament web and to crimp the short fibers of the short fiber web. 

In the above-mentioned manufacturing method, the aforesaid stretched unidirectionally arranged filament web is 
prepared by stretching unidirectionally a nonwoven fabric composed of unstretched long fibers spun from a thermoplas- 
tic resin, and the long fibers of the nonwoven fabric are arranged substantially in one direction, while the above-men- 

30 tioned intertwining is carried out by laminating a short fiber web to the stretched filament web and applying high- 
pressure water jet of 10 to 300 kg/cm 2 to the laminate. 

Furthermore, the stretched unidirectionally arranged filament web employed, in the above-mentioned method is 
characterized in that the stretching ratio is 3 to 20, the average fineness is 0.01 to 10 denier, and the basis weight is 1 
to 80 g/m 2 . 

35 Moreover, a filament web made of polyolefin or polyester and having 15% or more in the absolute value of shrink- 
age factor is employed as the stretched material, which is selected from either the aforesaid stretched unidirectionally 
arranged nonwoven fabric or stretched transversely laminated filament web prepared by laminating two or more layers 
of the former stretched unidirectionally arranged filament webs in such that the axes of arrangement of fibers are inter- 
sected with each other. While the nonwoven fabric made of a natural fiber, a regenerated cellulose fiber, or a synthetic 

40 fiber and having 5% or less in absolute value of shrinkage factor is employed as the aforesaid short fiber web in the 
above described producing method. 

In addition, nonwoven fabrics made by the following methods may also be used as the aforesaid stretched unidi- 
rectionally arranged nonwoven fabric in the method for manufacturing a bulky nonwoven fabric according to the present 
invention. One of them is a long fiber nonwoven fabric prepared by spinning unoriented fibers of a thermoplastic resin 

45 is so stretched unidirectionally that the fibers composing the nonwoven fabric are stretched substantially to cause 
molecular orientation. The stretched unidirectionally arranged filament web is made by another method in which a,f {la- 
ment formed by spinning out a thermoplastic resin from a spinneret is allowed to revolve or to swing transversely, and 
the filament is scattered in the direction perpendicular to the spinning direction while drafting the same by applying at 
least one pair of opposed fluids being substantially symmetrical to the revolving or swinging single filament from both 

so sides thereof and centering around the filament in a state where the filament is still drafted at a degree of two or more 
times drafting, whereby an arranged nonwoven fabric is obtained as a result of arranging fibers in the scattered direc- 
tion, and the nonwoven fabric thus obtained is stretched in the arranged direction. 

BRIEF DESCRIPTION OF THE DRAWINGS 

55 

The present invention will become more fully understood from the detailed description given hereinafter and the 
accompanying drawings, which are given by way of illustration only, and thus are not limitative of the present invention, 
in which: 
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Sab - thr ° U9h 1 (D) Partia " y en ' ar0ed cross - sec1ional views «* schematically a bulky nonwo- 
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! "i J2 S ? t J } ^ 80 6X80,516 ° f Bn appai,rtuB for producin 9 "Stretched long fiber nonwoven fab- 
l^d nTrln JLl ( 3 °' 8 Spinnin9 n0Hle ' Fi9 2 (B) is a vertical cross-sectional front view of the 

11T , T™ 9 n f Z ' 6 ' Snd Fi9 ' 2 (C) fe a vertical cross-sectional side view of the end portion of Z 
spinning nozzle as shown in Fig. 2(B); ^ 

Fig. 3 is a perspective view of another example of an apparatus for producing unstretched long fiber nonwoven fab- 

■ ICS » 

Figs. 4 (A) and 4 (B) are schematic explanatory illustrations each showing an example of a method for scatterina 
fibers in the apparatus shown in Fig. 3; scanenng 
Fig. 5 is a schematic view illustrating an example of a method for producing a stretched nonwoven fabric- 
Pig. 6 is a schematic view illustrating a process of hydroentanglement and 

*gj .s a side view schematically illustrating an example of bulky mass forming process through embossing treat- 

DETAILED DESCRIPTION OF THE INVENTION 

The present invention will be described in more detail hereinafter 
„ 4 B6 !! US6 i ne PfeSent invention uti,izes me measure ,hat a fetched nonwoven fabric selected from either one of a 
twined with a short fiber web. and the obtained laminate is shrunk after the intertwinement. a plurality of nomvoven feb- 
of a plurality of nonwoven fabrics or webs to be intertwined is a stretched nonwoven fabric which is prepared bv stTetch 
woven fabr.c More specrfically. a combination of a stretched nonwoven fabric composed of long fibers hav no a lame 

SSSSL"^ a nn Sh r *T W6b C ° mP0S6d ° f Sh0rt ,bere havina a <™»ely small *££EiS X 
w^en^™ W f are M heaWreated a «" »e intertwining. As a result, the long fibers composing a non- 

woven fabnc or a web (shrunk web) having a large shrinkage factor shrink, while the short fibers comiLino a 

SZTi*!" 0 'It™* ( '°: Shmnk W6b) Curl to 9 " e tne bulkiness ' ln *• P™« hwntal tSe aTsoTul^K*; 
hinted 

shrinkage factor of the short fiber web as a less shrinkage web is 5% or less. The difference between the shrinkaae 

£22 u ,h6 W6t f S 1 °* ° f m ° re ' and Preferab, y 30% or ™ e at a shrinkageTempSe The nS 
I! 6 S p h " nka f 18 "° " m,,ed 10 h6at treatmem - ^ mere is a,so a 0386 in w "ich the shrinkage is cau sed to £?S 
the presence of a swelling agent such as water. A self-expanding nonwoven fabric under heating is also includedin me 
nonwoven fabr.cs having different shrinkage characteristics. In this case, the shrinkage factor i <£lcufa eS asTminus 

aTnwo^^^ 

„«« • J?! P0, T!2 88 r6W mat6fialS for 10,19 ,iDerS 01 ,he stre,ched f i,amerrt web "s^ 1 ,or th e present invention are exem- 
SSf 5:, P y ° L", T" SUC " 38 P 0 ***"* Polypropylene; other thermoplastic resins such as X 
mide. polyvmyl chlor.de res.n, polyurethane. fluorocarbon resins; and modified resins of them Etoreow E 

SST^S T; SP,nnin9 °L dr ^ s P innin 9 of P 0 ^"* 1 alcohol ^sin or polyacrylonitrile resin may also be used.' Fibers 
made of polyolef.n resins and polyester are preferably employed 

.trpJIfJn". 9 ,ibers 4 c ° m P° sin 9 the fetched nonwoven fabric used in the present invention are formed into the 
stretched nonwoven fabnc ,n a state where the long fibers are scarcely stretched (unstretched or unorientedTta e) The 
unonented fibers exhibit the following characteristic properties: unonemeo state), me 

(1) They have a low tensile strength at yield point, so that they can be stretched by means of small force, 
percent sufficiently at a suitable temperature, so that they exhibit elongation of several hundreds 

(3) The fibers which were stretched at a suitable temperature exhibit high strength at room temperature. 

^characteristic properties as listed above, when unor'iented fibers are stretched under a suitable tempera- 
ture fibers having sufficient strength can be obtained. When a nonwoven fabric composed of S fioTrs fe 
stretched under a surtable stretching temperature, the whole nonwoven fabric is stretche?by »e Vensio whS Se* 
ower than the .ntertwmed strength of the long fibers or substantially equal tension. In this case alZgMh Sere 

nc. so that the whole texture thereof is ananged in the stretched direction. 

As a means for spinning raw fabric webs for the stretched nonwoven fabric used as a shrunk web in the oresent 
.nvention. a conventual spinning device of melt-blow die type or spun-bonded nozzle type may be enployS In ac2 



4 



EP 0 814 189 A1 



tion, a device of unidirectionally arranged spinning type disclosed in Japanese Patent Publication No. 3-36948 (1991) 
or a spinning means of fluid straightening type disclosed in Japanese Patent Laid-open Publication No. 2-269859 
(1990) may also be employed. 

The basic different point of the above described spinning means from the spinning in a conventional spun-bonded 

5 type method is that fibers are positively heated by means of infrared heating or hot air immediately after the spinning 
from nozzles, or fibers are taken off by employing, for example, hot air for air sucker while positively suppressing the 
molecular orientation of fibers at the time of spinning. As described above, by suppressing the molecular orientation of 
fibers, the stretchability in subsequent stretching process of a nonwoven fabric is made favorable. 

The unidirectionally arranged stretched nonwoven fabric used for the present invention means the one wherein the 

10 nonwoven fabric composed of long fibers prepared from any of the above described thermoplastic polymers are unidi- 
rectionally stretched and long fibers are arranged in one direction as a whole. The molecular orientation is caused to 
occur substantially in the stretched long fibers. The strength of the fiber is 1 .5 g or more per denier, preferably 2.5 g or 
more, and more preferably 3 g or more. 

The long fibers as referred to in the present invention may be substantially those containing the greater part of long 

15 fibers. More particularly, most part of the long fibers is 100 mm or more in length, which is different from the conven- 
tional nonwoven fabric composed of usual short fibers of about 10 to 30 mm in length. Accordingly, the unidirectionally 
arranged stretched nonwoven fabric or transversely laminated stretched nonwoven fabric may contain fibers which are 
partially cut off in the courses of spinning, stretching or laminating. 

The stretching ratio of the unidirectionally arranged nonwoven fabric in the present invention is defined in accord- 

20 ance with the following equation utilizing the interval of marks which are put at regular intervals in the stretching direc- 
tion of a long fiber nonwoven fabric before stretching the same: 

Stretching Ratio = L/L 0 

25 in which L is the length between marks after stretching and Lq is the length between marks before stretching. 

In other words, the stretching ratio described herein means the value defined by the amount of dimensional 
change, as a whole, in the arrangement and orientation of fibers composing a filament web in the stretching process. 
Meanwhile the stretching ratio depends upon the types of polymer as a raw material of fibers composing the long fiber 
nonwoven fabric, spinning means for the long ftoer nonwoven fabric, and stretching means for unidirectionally arranging 
30 fibers. The stretching ratio with which a necessary shrinkage factor of the long fiber nonwoven fabric for the present 
invention should be selected even when any of the raw material polymers or any of spinning and stretching meaqs is 
employed. The stretching ratio of the stretched unidirectionally arranged nonwoven fabric in the present invention is in 
the range from 3 to 20, and preferably from 5 to 1 0. 

As the stretching means for producing the stretched nonwoven fabric used in the present invention, a longitudinal 
35 stretching means, a transversely stretching means and a biaxial ly stretching means which have been used for the 
stretching of conventional films or nonwoven fabrics, can be adopted. The variety of stretching means disclosed in Jap- 
anese Patent Publication No. 3-36948 (1991) as filed by the present inventors, may also be used. 

More particularly, the short distance stretching between rolls (hereinafter referred to as "short distance stretching") 
is suitable as a longitudinal stretching means, because stretching can be done without narrowing the width of material. 
40 In addition, several means such as rolling, hot-air stretching, steam stretching, hot-water stretching, and hot-platen 
stretching may also be used. 

As a transversely stretching means, although a tentering machine employed for biaxial stretching of films may be 
used, pulley type transversely stretching method (hereinafter referred to as "pulley method") illustrated in Japanese Pat- 
ent Publication No. 3-36948 (1991), or a transversely stretching method with the combination of grooved rolls (grooved 
45 roll method) are conveniently used. 

As a biaxially stretching means, a simultaneously biaxially stretching machine of tenter type used for biaxial stretch- 
ing of films may be used, however, it is possible to carry out the biaxial stretching by combining the above-described 
longitudinal stretching means with the transversely stretching means. 

The average fineness of the thus formed unidirectionally arranged stretched nonwoven fabric is in the range from 
so 0.01 to 10 denier, and preferably from 0.01 to 1 denier. Furthermore, the basis weight of the aforesaid nonwoven fabric 
is in the range from 1 to 80 g/m 2 , and preferably from 3 to 10 g/m 2 . 

The term "stretching" herein referred to means generally that a material is stretched to cause molecular orientation 
to occur and the state of molecular orientation is substantially maintained after the stretching. Meanwhile, in some non- 
woven fabric made of a material exhibiting rubber elasticity, molecular orientation is caused to occur by stretching but it 
55 returns reversibty to the original state when the tension of stretching is released, even such a nonwoven fabric is also 
included in the stretched nonwoven fabrics in the present invention so far as it exhibits molecular orientation in the 
stretching state. 

Moreover, the molecular orientation is clearly discriminated from the arrangement of fibers in the present invention. 
That is, the term "molecular orientation" means the state in which molecules are arranged in a certain direction as aver- 
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age in a fiber, while the term "arrangement" means the state of lineup of a plurality of fibers. 

The stretched unidirectionally arranged nonwoven fabrics in the present invention can be used aim* ™- in mmw 

T™ mo ?: n ,he 5,816 such *■« they are pirt in ,ayers to9ather "—SEE theSS 

SSJST*' n °T! Ven febriCS are 0ft6n US6d in the form ° f a etched transversely laminated EZ 
fabric n wh.cf .a nonwoven fabric is laminated transversely with another nonwoven fabric. Most of them are S 
ularly lam,nated nonwoven fabrics which are prepared by laminating and bonding a tartfbdta By arSZ £2 S a 

?h£ .hT™ ' W " h 6aCh ° ther BeskJes ,he Perpendicularly laminated fabric and obtaueTtertnS 

03 mul,i P lexed| y ,amina,ed to with each other in various dieX whefiS 

strengths in various directions of fabrics can be balanced in the plane of laminated fabric airecnons - "hereby 

^J^Z^TT"* 't" linati0n " used in 816 P resent Mention means that the arrangement of fibers are inter- 
sected pe^pend.cularty or obliquely with each other. In other words, it is sufficient that unidirectional aranaed lave* 
^laminated indifferent directions. The term "arrangement ol fibeis" herein referred to do^ 

ESSl'SSZ % M y my of ftoer arran9ement in which ,he Mon 01 a 

**™J°* * the ^ 0le lbers 01 ,he 'avers. For instance, the term "longitudinally arranged lay? mea^ 

that fibers are arranged in longitudinal direction as a whole. 

The transverse laminating method of the stretched transversely laminated nonwoven fabric in the or^on* inu^n 

SoITE^.'^^ ^ ^ 8 ,ranSVerSe,y Stretched "onwov^c a ^ 

nonwoven fabnc disclosed in Japanese Patent Publication No. 3-36948 (1991) asfiledbythepresertinvertoJfiTnr 

machine longitodina y-fransversely lamination: method 2). In these methods, me axes of fiber arrangel7a?e ncS 
necessarily requ.red to be perpendicular with each other but they may be laminated somewhat oblkS 2tn eS 

those Znl^S ^ emP i° ye ? *° r Sh0rt ,iber web in me P fesent inven « on - Exemplified as the webs are 
lvn Se o?7r u tort ' berS madS °' re 9 enera,ed cell "tose fibers such as rayon and cupro-ammonium rayon VemT 
synthe cf ( bers such as acetate fiber; natural cellulose fibers such as cotton, linterand pulp; and •y^fS^™ 
jugate f ibers. the shrinkage factor of which is limited to 5% or less by heat treatment, made of ^SXSmSZ^i 
ar? ' J2r5 ? **«»*^ and *** « *** <* "em. In order Z '£S!S£SSi 

ZScS^" 8 fe9enerated "' ber ° r ^nthetic fiber through a cZSS 

SnS"^? « ^ ■ and arran9 ' n9 into a web * means 01 a carding machine: spinning fiber 

SI S 6 !^ ,0 , form 3 W6b: arran9in9 na1ural ,iber «* means of a casing machine to form 721 • «5 
nToX^ 

The single yarn fineness of the above described short fibers is in the range of preferably from 0 05 to 20 denier 
(hereinafter referred to as "d") and more preferably from 0.1 to 6 d, while the length of theX ™ the ranoV o^rf 
™ a ^P^'y 10 to 51 mm. When the sing.e yarnLne* iste ^han 0 S d t^Sber' 
s inferior in lint freeness. While if it exceeds 20 d. the touch feeling is inferior. Furthermore when the lenott . of ftoerfe 

60 mm. thedispersibrirty of the fiber decreases, so that bothm^ 

web ranges preferably from 5 to 250 g/m*. and more preferably from 10 to 100 g/m* When thTbSwetohl I of short 

On the other hand, when rt exceeds 250 g/m*. the short fiber becomes too dense, so that the adaotabilrtv to feZ^ 
not good. Accordingly, both the too large or too small quantities are not desirable a <W"ty to forming ,s 

^As the method for intertwining the layers after laminating a stretched nonwoven fabric with a shortfiber web havinc, 

hnJl! 6 ^ 1 "^!!, 6 arC SeV6ral b0ndin9 methods sucn as ,he bonding with heat-embossing rollers ultrasonic 
EESE?"^ emU ' Si0n *" b ° ndin9 meth0d ' boding method in whicS hot a7r fepLS 

through fibers, water-jet bonding, needle punching meihod, and stitch bonding method. Among them particufark r Se7 

alem^'Srn^T toricaccora J" 9 10 me P resent ^ ertio " ^ characterized in that it has strength which is equiv- 

otoiTah™ °lnS n ^ ' S ' 1501,1 1he '° n9itUdinal and ,ransve,sal stre "9 ths <* *e nonwoven fabSare 
OS g/d or above, respectively, preferably more than 0.8 g/d, and more preferably more than 1 .2 g/d It should be noted 

fabrics ,s drfhcult when usual measures of "per square centimeter" or "per 30 millimeter width" are used became 
basis weights and bulk densities of nonwoven fabrics are different from one anolher 

Even the longitudinal strength of spun-bonded nonwoven fabric which is considered to have a comparatively high 



6 



EP 0 814 189 A1 

strength among conventional nonwoven fabrics, is around 0.4 to 0.8 g/d, and the transversal strength is less than 0.3 
g/d, which strengths are far inferior as compared with that of woven fabrics and stretched nonwoven fabrics. 

Furthermore, in view of "bulkiness" as a term to express the touch feeling of nonwoven fabric, the bulkiness of 
spun-bonded nonwoven fabric is not satisfactory either. There are many kinds of conventional nonwoven fabrics, par- 

5 ticularly dry-bonded nonwoven fabrics composed of short fibers, have high bulkiness. but the strength of such short 
fiber nonwoven fabric having high bulkiness is low. 

The longitudinally stretched nonwoven fabric used as a stretched unidirectionally arranged nonwoven fabric in the 
present invention may also be used by spreading the width of the nonwoven fabric while maintaining the fiber arrange- 
ment in the longitudinal direction. Moreover, the transversely stretched nonwoven fabric may be also expanded in the 

10 longitudinal direction or fulled in the longitudinal direction, in which the basis weight of the nonwoven fabric can be con- 
trolled. 

The method for shrinking the stretched nonwoven fabric is not especially limited, but usual methods by heating, 
swelling with a solvent, or the like may be adopted. Among them, the heating method is preferable because it is possible 
to produce easily a bulky nonwoven fabric by shrinking uniformly the stretched nonwoven fabric without employing com- 

15 plicated processes or a special material such as conjugate fiber. 

As the method by heating, a variety of methods generally used in heat-intertwinement of nonwoven fabric can be 
employed. For example, a stretched nonwoven fabric is shrunk by heating with the use of a heat chamber, through-air 
method, and heating with the use of calender rolls or embossing rolls. When the stretched nonwoven fabric is shrunk 
by heat-embossing method, the control for touch feeling and bulkiness can be attained without difficulty, because the 

20 degree of relief in short fiber web can be adjusted by the spacing of embossing dots, so that the heating with embossing 
rolls is most preferable in the present invention. 

The above-mentioned shrinkage of a stretched nonwoven fabric is caused to occur by the shrinkage of stretched 
long f foers which compose the stretched nonwoven fabric. 

The present invention will be described in more detail in connection with the manners of practice shown in the 

25 accompanying drawings. 

Figs. 1 (A) through 1 (D) are partially enlarged cross-sectional view each showing schematically the bulky nonwo- 
ven fabric according to the present invention. Fig. 1 (A) shows a bulky nonwoven fabric 1 which comprises a layer b com- 
posed of a stretched unidirectionally arranged nonwoven fabric in which long fibers shrunk after the stretching are 
substantially unidirectionally arranged and a layer a composed of a short fiber web in which crimping is caused to occur 

30 due to the shrinkage of long fibers. Both the layers lying one upon another in the thickness direction thereof. The long 
fibers 2b of the layer b are stretched and composes the stretched nonwoven fabric and which fibers are shrank after 
laminating and intertwining treatment, whereby tension is applied to these long fibers. The short fibers 2a composing 
the layer § are intertwined with the layer b and they are not so much shrunk when the long fibers 2b of the layer £ are 
shrunk As a result, the short fibers 2a are curled up, so that they have a number of partially bent portions. 

35 Fig. t (B) illustrates the case in which a layer a, a layer & and a layer a! are overlapped one another in this order 
along the thickness direction. The layer b is composed of long fibers which are stretched and then shrunk. The short 
fibers composing the layer a are curled on both the surfaces of the stretched nonwoven fabric, so that a number of bent 
portions are formed partially. Furthermore, the layer £ is composed of either the same short fiber web as that of the 
layer a. or another short fiber web made of a different raw material or made by a different method. 

40 Fig. 1 (C) illustrates the case in which the aforesaid layer a is combined with a layer c prepared by ciosswise lam- 
inating a pair of stretched nonwoven fabrics and then shrunk. In this case, for example, the layer £ is prepared by lam- 
inating a longitudinally stretched nonwoven fabric on a transversely stretched nonwoven fabric in which they are 
substantially perpendicularly intersected with each other. It must be noted that the dots among long fibers 2c of the layer 
c in Fig. 1 (C) indicate cross-sections of fibers which are arrangements perpendicularly relative to the plane of the draw- 

45 ing. 

Fig. 1 (D) illustrates the case in which the aforesaid layer £ is combined with the layers a and a! to be laminated one 
another. 

In Figs. 1 (A) through 1 (D), the respective fibers composing their own nonwoven fabrics or webs, exist mainly in 
their own tissues, but some of the fibers may also get partially into other tissues of layers. Particularly, when many short 
so fibers 2a of the layer a are intertwined into other layers b and c, better touch feeling and better appearance are attained. 

Figs. 2 (A) through 2 (C) shows an example of a device for producing a long fiber nonwoven fabric which is 
unstretched and composed of fibers oriented transversely and made of a thermoplastic resin according to the present 
invention. Fig. 2 (A) is a bottom view showing a spinning nozzle, Fig. 2 (B) is a cross-sectional front view showing the 
cross-section of the extreme end of the spinning nozzle, and Fig. 2 (C) is a side view showing the cross-section of the 
55 extreme end of the spinning nozzle shown in Fig. 2 (B). 

A molten liquid for fibers of a nonwoven fabric to be made is discharged from a spinning port 11 , which port is sur- 
rounded by air holes 12 (12-1 to 12-3). These air holes are opened obliquely, so that the jetted air streams intersect with 
the molten polymer liquid 13, whereby the molten polymer liquid 13 is spirally rotated. Furthermore, when air is jetted 
from other two air holes 14-1 and 14-2 disposed on the outer side of the air holes 12. The air streams jetted from both 
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f ttf ' ^ l!^ 1l W,th ^ 01, : er 10 in the di ^c«on perpendicular to the air-jetling direction. The rotating spun 

Lt!l ^L^SrT d,C , Ularly t0 *" advancins direction of 1,16 nonwove " fab "'- ™e fibers are piled up on^a 
screen mesh 15 which is traveling under the spinning port 1 1 in a state that most of them are arranged tiarSereeWto 
form a nonwoven fabric 16 that is composed essentiaHy of transversely arranged fibers. In order tha^SscSSS 

to £2 iSSS^? f m ° Vi " 9 dir t Cti ° n ° f ^ ^ Snd m ° leCUlar ° rientetion rt ,hem »■«* W IknqS 
to heat the jetted air to a temperature higher than the melting point of the polymer to be spun 

tudinTrtTJ^ 0 / 22 ' 6 u^I iS !r ed by 90 d69rees t0 chan9e 1,16 P attern of *• «™ *• air holes 14 to a ion* 

lei dfrlS ^ ° t ll Sh ' ftin9 01 me n ° nW0Ven fabriC) and a number * such a ' a disposed in a re- 

verse direction, a nonwoven fabric composed of longitudinally arranged f foers may also be produced 

Fig. 3 illustrates another example of a method for producing a nonwoven fabric composed of unstretched lono fib- 
into a group o spinning ports 22-1, 22-2, and 22-3 through a flexible tube 21. These spinning ports are oscHlaiedbv 

STL ."^TS ^ Sh0Wn) " ^ direcB ° n Para " el to *• Y - axis * * Y - Z-coordiSn It Z£?& 
ZTZL V ,hUS ^ 18 0SC, " a,ed a,0n9 the ,ransveree directio " wi,h *• **™ cycle as that of the spinning 

ffx^JKSToESE £ ? and .. 24 - 1b ** ^ P0Siti ° n8 b * n9 SUbS " antially ^rnmSrioaTZg 9 

he X axis with a center of the fiber 23-1 oscillating in the transverse direction, are allowed to collide with each other 
this fiber ,s scattered by the force derived from the fluids collided along the direction parallelToThe Y-ife TnSSX 
thus arranged m the direction parallel to the Y-axis as shown by reference numeral z£ . As a result Sberls accu 

fibers 27 made by some other method are arranged in a longitudinal direction on a conveyor belt 26 the fibers i!fch 

tS^-""^? °° nVey0r b6lt ^ ^ in teyerS 00 ,lberc 27 to P roduce a "onwoten fSS 
twomeloS^ 

2,2S2Jr - ° n f ° r m ° re pa ' rS 0f ,,uids 323 and 32b which are substantially symmetrically 

2i5iSSlT 15 c the direCti ° nS P-P*^ to < he J a «"9 of fluids as shown in Fig. 4(A) XoTher 

method is such that, as shown in Fig. 4(B). one or more pairs of fluids 34a and 34b which are opposed substantial 

ESfiSXSF* ran9e W ' Whefeby ,he ,bef iS ***** in ,he direCfions ^stamiall^ralle. to 

ra ^ S ' rt fe desirable that a unidirectionally arranged nonwoven fabric thus prepared is stretched in the ori- 
ented direction of the fiber in accordance with a well-known method, lereneoinineori 
a „ F ' 9 ' 5 iS f! ide 7' ew scnernatical| y illustrating an example of a method for producing a stretched nonwoven fabric , 
A nonwoven fabnc 41 is composed of unstretched fibers made of a thermoplastic resin. Th. nor^ov7nSTJS£ 

to a stretching roll 45 in the form of a nonwoven fabric 44. The stretching roll 45 is provided with a nip SS^eaStan- 

3^ L * ^ d 'T nCe M °' the nonwoven fabric which is deterrnined by a nip point B defined by the 
stretching roll 45 and the nip roll 46 and a nip point g defined by the stretching roll 48 and its nip roll 49 The nonwoven 
fabric 47 is subjected to one-step stretching in the stretching distance. nonwoven 
^JUT t *° = ^ stretchin 9 is rea . ui «*l. the stretching operation is carried out between the stretching roll 48 and a 
stretching roll 51. The stretching distance in this case corresponds to a traveling distance q-r of a nSvenSbricS? 
determined by the point g and a nip point r defined by the stretching roll 51 and a nip roll 52 

7 nou 9 h n ° "eat treatment is generally required, the nonwoven fabric 53 may be treated by a heat-treatino roll 54 
if heat treatment is required in the longitudinal stretching. 9 
The stretched nonwoven fabric 53 is taken off by np rolls 55a and 55b to obtain a nonwoven fabric 56 
As the method for longitudinal stretching of the nonwoven fabric, short distance stretching is suitable If the stretch- 

Po k !f Sma " am0n9 the fibefS 01 the nonwOVen ,abric and ™* of fibers are only slip off from 

ThsiS2S^iS > ha p n9 R a 8ma " Str f Chin9 diSt3nCe fe Suitable for l0n9itudinal °» nonwova n '^rics. 

l lZ ^ZlT ^ m 9 5 Pr ° V,ded Wi,h thS nip r0 " S 46 - 49 ' "n S 2 ' whereb y * a starting point of stretching 
SSSTJI? ? str f hin9 ,°P erat ' on 080 b « made stable. Thus, the nonwoven fabric can be stretched at a higher 

22 Z m »! Z ' n h StanCe ' « * ^' 46 d06S n0t 6XiSt ' the Ster,in9 P° int 01 ^fts from the point p to a 

point close to the preheating roll 43. so that the stretching distance becomes longer. In addition the fibers are- liable to 

be torn off as a result of shifting of the starting point of stretching 

hri iS,! h lfr^ ribed ^ rin ! :iple - ^ iS d6Sirable ** 1,16 fibers of a nonwoven fabri <= are well arranged in a longi- 
tudinal direction for the longitudmal stretching. In other words, when the fibers are well arranged in the stretching dic- 
tion, the ratio of fbers which are he!d between nip points increases, so that the strength of stretch \SSSZ faSc 
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after stretching is improved. 

The stretched nonwoven fabric prepared in accordance with the above described method is intertwined with a short 
fiber web. 

Fig. 6 is a schematic view illustrating an example of producing steps for the hydroentanglement. In a feeding step, 
s a short f foer web 62 fed from a feed roll 62a is supplied to the upper side of a stretched nonwoven fabric 61 fed from a 
feed roll 61a, or a short fiber webs 62 and 62' fed from feed rolls 62a and 62a' are supplied to both sides of the stretched 
nonwoven fabric 61 . In another way, a stretched nonwoven fabric fed from the feed rolls is put in layers with a web which 
is supplied directly from a carding machine in the step to form a short f her web. The thus obtained laminated nonwoven 
fabric is transferred to a succeeding high-pressure hydroentanglement step. 
10 In the subsequent hydroentanglement step, a plurality of thin water jet streams 65a from a high-pressure water jet 
injector 65 are applied to the transferred laminate 64 which consists of the short fiber web 62 and the stretched nonwo- 
ven fabric 61 on a processing water permeable screen or a processing water impermeable roll as a support 63 for trans- 
ferred material. 

If the superposed short fiber web 62 and stretched nonwoven fabric 61 are slipped off from each other, or they are 
is peeled off from each other due to the energy ol the high-pressure water jet, the stability of the intertwining treatment is 
lost and a uniformly intertwined nonwoven fabric having excellent physical properties cannot be obtained. Accordingly, 
it is desirable that the laminate 64 is previously dipped into water 66a in a water immersion tank 66 before subjecting 
the laminate to the water jet streams. 

After jetting the water streams, it is preferred that moisture is sucked by a moisture aspirator 67 provided with a vac- 
20 uum aspirating means to remove the water content in order to enhance the drying efficiency. 

When a water permeable transferring support is used in the above described high-pressure hydroentanglement 
step, because the processing water is easily removed, it is avoided to damage uniformity in the short fiber web 62 due 
to the scattering of web by jetting water streams. However, considerable energy still remains in the processing water 
which is passed through the laminate 64, so that the efficiency in view of energy consumption is not so high. When the 
25 high-pressure water jet treatment is carried out on a screen, although the screen is not especially limited, it is desirable 
that the kind of material, sieve opening, and wire diameter of the screen should be selected for the purposes and man- 
ner of use of the screen in order to facilitate the discharging of processing water. The aperture of screen may be usually 
in the range from 20 to 200 mesh. 

Meanwhile, when a processing water impermeable transferring support is employed, the water jet streams once 
30 passed through the laminate 64 collide with the transferring support to produce repulsive streams which act again upon 
the laminate 64. As a result, the effect of intertwinement is enhanced due to the interaction between water jet streams 
and the repulsive streams. However, because the high-pressure water streams are jetted to the laminate 64 which is 
floating in water, stability in the intertwinement is poor. 

Among the methods described above, it is desirable that the high-pressure water jet treatment is carried out on a 
35 processing water permeable transferring support in view of the facts that stable treatment can be done and that a uni- 
form intertwined nonwoven fabric can be obtained. 

The pressure of water jet streams in the high-pressure hydroentanglement is in the range from 30 to 300 kg/cm 2 , 
and preferably from 60 to 150 kg/cm 2 . When the pressure is less than 30 kg/cm 2 , the intertwining effect is insufficient. 
On the other hand, when it exceeds 300 kg/cm 2 , the cost of high-pressure water jet increases, in addition, the handling 
40 of water jet is difficult, so that both cases are undesirable. 

While water jetting may be carried out once or more, it is preferable to carry out the intertwining treatment by water 
jetting of two or three times. More particularly, it is possible to carry out the water jetting treatment properly in a sepa- 
rated step, i.e., high-pressure and large water quantity jetting is done for the main purpose of intertwinement, low-pres- 
sure and small water quantity jetting is done for the surface finishing treatment, and the intermediate level jetting is 
45 done, if necessary. 

Meanwhile, the shape of high-pressure water jet is not specifically limited, columnar streams are desirable in view 
of energy efficiency. The cross-sectional configuration of the water stream is determined by the cross-sectional shape 
of nozzles or the inner structure in the injection port of nozzles. They are optionally selected depending upon the used 
materials, purposes, and utilities of short fiber web and stretched nonwoven fabric. 
so The treating rate of high-pressure water jetting is in the range from 1 to 150 m/min, and preferably from 20 to 100 
m/min. When the treating rate is smaller than 1 m/min, the productivity is low. On the other hand, when it exceeds 150 
m/min, the intertwining efficiency is insufficient, so that both the cases are undesirable. 

The nonwoven fabric which is obtained by intertwining with high-pressure water jet is then transferred to a drying 
step. In the drying step, the nonwoven fabric is dried by means of, for example, an oven 68, a hot-air oven, or a hot cyl- 
55 inder. In this case, the nonwoven fabric may be previously dehydrated by aspiration prior to the drying, and in the drying 
step, the above-described nonwoven fabric can be shrunk, rf desired. 

The nonwoven fabric 69 the thus dried is then taken up in a product winding step. 

In the following, a step for applying bulking treatment to the nonwoven fabric which was intertwined, will be 
described. 
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t™J£J V . t T schematlcal| y ,,lus,ralin 9 «" example of a bulking treatment in accordance with embossing 
reatment. The .ntertwined nonwoven fabric 71 is introduced between a heat-embossing roll 73a and its bacMrwmHTSh 
hroughniprdls7 2 aand7 2 bsoastoshrinkthest^ 

the ,mertw,ned short fber web is allowed to curl, so that the nonwoven fabric 74 passed through 

mem becomes hj* Thus a final bulky nonwoven fabric 76 is obtained through takeoff nip SJESSfiL 

21 JZSE! **h Tl e ^" rtmMai Vel0Ctty ° f ^ nip ro,te 75a and 75b is ™«° smaller man that of Se 
embossing roM 73a and the backing roll 73b. For the backing roll 73b, a metal roll, a hard rubber roll or a cotton roll ! 

t 

EXAMPLES 

Examples of the present invention will be described hereinafter. 
The testing methods for samples are as follows. 

(Strength and Elongation of Nonwoven Fabric) 

a JSE^XZT ^ 1 °° ^ ChUCK dfetenCe fe 8 "™ n ** - a t 

bv a^^SiVX 656 ^ b , V 3 "** m * 1ained by divfdin 9 a breaking tenacity measured (indicated by gram) 
Isil r S2l °K 9in ! T 6 " ,abfiC tevin9 30 mm Widlh - * a method for indica «"9 ^ngth, ?is a 2 
mm*), but these methods are not appropriate in the case of comparing samples having different basis weight or bid* 

(Bulkiness) 

stenfS^j 6 ented by a bulk density (g/cc). That is, a thickness (cm) of a sample is measured under a con- 

Z^Zf^Z~ indicator havin9 1 cm2 M area ' and ra,cu,a,ed from - ^ 

Bulkiness (g/cc) = Basis Weightmiickness 

The methods of producing and properties of stretched nonwoven fabrics used in examples of the oresent invention 
hx^ a^onrimpr/^fllr ^av&^i ^^'9^^®$ polypropylene and PET, polyethylene terephthalate. Tl^^^s ctoteJnedby^^i^l- 
ng a commercally available res.n so as to have a prescribed melt flow rate, and the PET is a commercially avSaWe 
resin without any modification (trade mark: NEH 203! produced by Unitika Ltd.). In Table 1 MFR deS tes Z m£ 

"Hr? " aCC ° rdanCe M K 6758 ' and «• * *• intrinsic vS2 e ?d,/g) 

, „ w ^ . producing the stretched nonwoven fabrics shown in Table 1 were carried out in accoidance with the 
fully described method in Japanese Patent Publication No. 3-36948 (1991) filed by the presert i^venSs 

rics afe^Zn 9 |n fhf el ° n9ati ° n in Tab ' e 1 • 0n,y ,he va,ues in ,he **** Erection of nonwoven fab- 

are shown. In the method for measunng them, each sample was taken from a nonwoven fabric in such a manner 
that the sample was about 1000 denier along the stretched direction, and the strength and elongation of the Zpfe 
were measured wrth twisting about 100 times per meter. The reason why the samplfwas twi^TmaVan obS 

££££ ,0 ? ^ aV6ra9e V3,Ue 01 *• **** 0< fibers becausa *• coheston among" £ XXl 

a«ftr io u^** * ' ^ ur t^ er more, a shrinkage factor of stretched nonwoven fabric indicates the value 

SUSSS a in a,r a free ste,e for 3 minu,es at 130 ° c in the 0886 01 pp - and 190 ° C h »^ TJ pet 
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Table 1 



Nonwoven Fabric 


1-1 


I-2 


11-1 


II-2 


Kind of Raw Material 


PP (MFR* 1 :152) 


PET (n* 2 :0.73) 


PP (MFR:152) 


PET(ii^).73) 


Spinning Apparatus 


Spunbond 


Melt-blow 


Unidirectional 
arrange'nt 


Unidirectional 
arrange'nt 


Stretching 










Stretching Method 


Two-step short dis- 
tance roll stretching 


Two-step short dis- 
tance roll stretching 


Two-step pulley 
stretching 


Two-step pulley 
stretching 


Stretching Direction 


Longitudinal 


Longitudinal 


Transversal 


Transversal 


Stretching 


110 


85 


85 


85 


Temps. (°C) 


135 


115 


105 


110 


Stretching Ratio 


8.7 


6.3 


6.3 


6.4 


Properties of 
Stretched nonwoven 
fabric 










Fiber Arrangement 


Longitudinal 


Longitudinal 


Transversal 


Transversal 


Basis Weight (g/m 2 ) 


10 


7 


15 


8 


Strength (g/d) 


3.5 


3.6 


2.7 


3.4 


Elongation (%) 


32 


28 


39 


25 


Shrinkage (%) 


17 


15 


15 


18 



Notes 

•1 MFR: MeH flow rate (g/10 min) 
*2 r\: Intrinsic viscosity (dl/g) 



(Example 1 > 

35 

A rayon carded web (10 g in applied quantity of web) was put in layers on the PP longitudinally stretched nonwoven 
fabric in symbol 1-1 of Table 1 , and the rayon carded web was intertwined with the nonwoven fabric by the use of a nee- 
dle punch with care to avoid to break the ftoers of stretched nonwoven fabric. Embossing treatment was then applied to 
the nonwoven fabric thus intertwined at a temperature of 100°C and a nip pressure of 10 kg/cm 2 . In this case, the speed 
40 on the taking-off side was slowed down by 1 0% relative to the feeding speed of the nonwoven fabric to cause the shrink- 
age of the stretched nonwoven fabric, thereby preparing a bulky nonwoven fabric. Characteristics in the producing 
steps and properties of the obtained bulky nonwoven fabric are shown in Table 2. 

(Example 2) 

45 

In place of the PP longitudinally stretched nonwoven fabric used in Example 1, the PET longitudinally stretched 
nonwoven fabric of I-2 in Table 1 was used. This fabric was intertwined with a rayon carded web under a water pressure 
of 50 kg/cm 2 and 150 kg/cm 2 through hydroentanglement method. The nonwoven fabric thus intertwined was dried at 
a temperature of 80°C, which was followed by bulking treatment at a roll temperature of 160°C under a nip pressure of 
so 10 kg/cm 2 . Characteristics of the producing steps and the properties of the obtained bulky nonwoven fabric are shown 
in Table 2. 

(Example 3 ) 

55 A stretched nonwoven fabric was prepared by superposing the PP transversely stretched nonwoven fabric of 11-1 
in Table 1 on the PP longitudinally stretched nonwoven fabric as used Example 1 . Water jet intertwinement was earned 
out in the like manner as in Example 2. The stretched nonwoven fabric thus intertwined was subjected to shrinking like- 
wise at a roll temperature of 100°C to conduct bulking treatment. Characteristics in the producing steps and the prop- 
erties of the obtained bulky nonwoven fabric are shown in Table 2. 
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In place of the PP longitudinally stretched nonwoven fabric and transversely stretched nonwoven fabric used in 
Example 3, the PET longitudinally stretched nonwoven fabric of I-2 in Table 1 and the PET transversely stretched non- 
woven fabric of II-2 in the same Table were used. The hydroentanglement was carried out in the like manner as in 
Examples 2 and 3. and the intertwined stretched nonwoven fabric was shrunk at a roll temperature of 160°C to effect 
bulking treatment. Characteristics in the producing steps and the properties of the obtained bulky nonwoven fabric are 
shown in Table 2. 

(Examples 5 and 6) i 

In Example 5. a longitudinally-transversely stretched nonwoven fabric was further put in layers on the surface of the 
rayon card web of the bulky nonwoven fabric obtained in Example 4. In Example 6. a pulp nonwoven fabric produced 
by wet method was superposed on the surface of the longitudinally-transversely stretched nonwoven fabric of the bulky 
nonwoven fabric obtained in Example 4. Both the above obtained materials were subjected to the intertwinement and 
he bulking treatment in the like manner as in Example 4. Characteristics in the producing steps and the properties of 
the obtained bulky nonwoven fabrics are shown in Table 2. " 



Table 2 



Example 


1 


2 


3 


4 


5 


6 


Kind of 
Stretched 
Nonwoven 

Fabric 














Longitudinal 
Fiber Web (A) 

Transversal 
Fiber Web (B) 


1-1 


I-2 


I- 1 

II- 1 


I- 2 

II- 2 


I- 2 

II- 2 


I- 2 

II- 2 


Layer Struc- 
ture 


A + Rayon card 
web 


A + Rayon 
card web 


A*B + Rayon 
card web 


A*B + Rayon 
card web 


A • B + Rayon 
card web + 
A-B 


Pulp + A • B + 
Rayon card 
web 


Entangle- 
ment Method 1 


Needle punch 
+ Embossing 


Water jet + 
Embossing 


Water jet + 
Embossing 


Water jet + 
Embossing 


Water jet + 
Embossing 


Water jet + 
Embossing 


Properties of 
Bulky Nonwo- 
ven Fabric 














Basis wt. 
(9/m 2 ) 


25 


25 


35 


35 


48 


48 


Strength (g/d) 














Longitudinal 
Transversal 


1.8 


1.9 


1.9 
1.9 


2.0 
2.0 


1.8 
1.8 


1.8 
1.8 


Elongation(%) 














Longitudinal 
Transversal 


9 


9 


7 
7 


8 
8 


8 
8 


8 
8 


Bulkiness 
(9/cc) 


0.05 


0.05 


0.07 


0.07 


0.08 


0.08 



(Comparative Examples 1 to 3) 



For comparison purpose, the respective properties of a longitudinally-latitudinally laminated nonwoven fabric < 
posed of stretched nonwoven fabrics without using polymer of different shrinking property which was made by a 
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ventional method. (Japanese Patent Publication No. 3-36948 (1991)), a conventional spun-bonded nonwoven fabric of 
a long fiber type, and a melt-Wow nonwoven fabric, are shown in Table 3. 



Table 3 



Comparative Example 


1 


2 


3 


Kind of Nonwoven Fabric 


1-1 + II-2 


Spunbonded nonwoven fabric 


Melt-blown nonwoven fabric 


Raw Material Resin 


PET 

i 


PET 


PP 


Intertwining 


Thermal Embossing 


Thermal Embossing 


— 


Properties of Nonwoven 
fabric 








Basis wt. (g/m 2 ) 


15 


52 


31 


Strength (g/d) 








Longitudinal 
Transversal 


1.4 
1.3 


0.5 
0.1 


0.2 
0.1 


Elongation(%) 








Longitudinal 
Transversal 


14 
12 


28 
25 


15 
23 


Bulkiness (g/cc) 


0.44 


0.11 


0.06 



As described above, the bulky nonwoven fabric which is made according to the present invention is excellent in 
bulkiness and also has excellent uniformity in strength, dimensional stability, and basis weight. Furthermore, the 
method for producing the bulky nonwoven fabric according to the present invention requires neither a conjugate spin- 
ning device nor a mixed spinning device, which have been necessitated in the conventional method for producing bulky 
nonwoven fabrics. While, it is possible in the present invention to produce the bulky nonwoven fabric using a simplified 
device by combining plural layers of webs each having different shrink characteristics. Accordingly, the producing 
method of the present invention does not require any expensive cost for equipment, in addition, it is suitable as a flexible 
producing system for producing a wide variety of products in relatively small quantities. Accordingly, the present inven- 
tion provides excellent advantages in that low cost production of practical applicability can be attained. 

It will be appreciated by those of ordinary skill in the art that the present invention can be embodied in other specific 
forms without departing from the spirit or essential characteristics thereof. 

The presently disclosed embodiments are, therefore, considered in all respects to be illustrative and not restrictive. 
The scope of the invention is indicated by the appended claims rather than the foregoing description. 

Claims 

1 . A bulky nonwoven fabric comprising: 

a stretched nonwoven fabric prepared from either at least one layer of a stretched unidirectional ly arranged fil- 
ament web which is composed of almost unidirectionaily arranged long fibers made by stretching and then 
shrinking or a stretched crosswise laminated filament web which is made by crosswise superposing two or 
more layers of said stretched unidirectionaily arranged filament webs, and 

a short fiber web, the fibers of which are entangled with said stretched filament web and are crimped as the 
result of shrinkage of said long f foers. 

2. The bulky nonwoven fabric as claimed in Claim 1, wherein said stretched unidirectionaily arranged filament web 
has a stretching ratio in the range from 3 to 20. an average fineness from 0.01 to 10 denier, and a basis weight from 
1 to 80 g/m 2 . 

3. A bulky nonwoven fabric which is produced by entangling: 

a stretched filament web composed of either at least one layer of a stretched unidirectionaily arranged filament 
web which is prepared by unidirectionaily stretching a long fiber filament web spun from a thermoplastic resin 
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and the fibers of which fabric are almost unidirectionally arranged or a stretched crosswise laminated filament 
web prepared by crosswise superposing said stretched unidirectionally arranged filament webs, and 
a short f ber web made of a natural fiber, a regenerated fiber or a synthetic fiber, 

and then the obtained entangled nonwoven fabric is heat-treated to shrink the long fibers of said stretched fil- 
ament web and to crimp the short fibers of said short fiber web. 

4. A method for producing a bulky nonwoven fabric which comprises the steps of: 

superposing and entangling a short fiber web with a stretched filament web composed of either at least one 
layer of a stretched unidirectionally arranged filament web in which the stretched long fibers are almost unidi- 
rectionally arranged or a stretched crosswise laminated filament web prepared by superposing two or more of 
said stretched unidirectionally arranged filament webs, and 

heat-treating the obtained entangled nonwoven fabrics to shrink the long fibers of said stretched filament web 
and to crimp the short fibers of said short fiber web. 

5. The method for producing a bulky nonwoven fabric as claimed in Claim 4, wherein said stretched unidirectionally 
arranged filament web is prepared by unidirectionally stretching a filament web composed of unstretched long fib- 
ers spun from a thermoplastic resin, and the long fibers of said nonwoven fabric are ananged almost in one direc- 

6. The method for producing a bulky nonwoven fabric as claimed in Claim 4, wherein said entanglement is carried out 
sLe water'S of 10 'to SoU^^ °" ^ Stretched ,ilament web - and nydroentangling with high-pres- 

7. The method for producing a bulky nonwoven fabric as claimed in Claim 4, wherein said stretched unidirectionally 
of 7to 80 ^ a Stre,Chin9 rati ° ° f 3 to 20 - an average ,ineness of 0 01 to 10 denier, and a basis weight 

8. The method tor producing a bulky nonwoven fabric as claimed in Claim 4, wherein said stretched nonwoven fabric 
is made of polyolef in or polyester and is 15% or more in the absolute value of shrinkage factor, said short fiber web 
is made of a natural fiber, a regenerated fiber, or a synthetic fiber and is 5% or less in the absolute value of shrink- 
age factor. 

9. The method for producing a bulky nonwoven fabric as claimed in Claim 4, wherein said stretched unidirectionally 
arranged f .lament web is produced by unidirectionally stretching a long fiber web which is composed of unslretahed 
long fbers made by spinning a thermoplastic resin, the long fibers composing said long fiber web being so 
stretched as to cause substantially the molecular orientation. 

10. The method for producing a bulky nonwoven fabric as claimed in Claim 4. wherein said stretched unidirectionally 
arranged filament web is prepared by revolving or laterally vibrating the fibers prepared by spinning out a thermo- 
ptastic resin from a spinneret, applying at least one pair of fluids opposed substantially symmetrically to the center 
o a revolving or vibraling single filament from both sides in a state where the filament is still stretched at a degree 
of two or more, thereby scattering said fiber in the direction perpendicular to the spinning direction with drafting 
arranging fibers in the direction of the scattering to form an arranged filament web. and stretching the arranged fil- 
ament web in the direction of the arrangement of fibers. 
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Fig. 1 
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a : Short fiber web 

b : Stretched nonwoven fabric 
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Fig. 2 
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Fig. 3 
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Fig. 5 
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Fig. 7 
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